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they be stout taps, a very thick ring heated to whiteness will
be required. The whole of the screw part, and about i ^
inches of the plain part of the tap, must be allowed to pro-
ject out of the heated ring, in order that the heat may be
applied to a certain portion of the plain part of the tap first;
otherwise the tap cannot be properly tempered. This part of
these kinds of taps requires to be in contact with a greater
amount of heat than will at first sight be readily imagined,
and it is for this reason that I have suggested a very hot
ring. If the diameter of the inside of the ring be somewhat
smaller for these kinds of taps than for other kinds, it will
not be amiss. As soon as this part of the tap (which is in
the ring) has changed its color to any of the intermediate
colors between a light straw and a deep blue, the screw part
of the tap which is now projecting out of the ring must be
drawn back into the ring, and tempered to the same color
as the other kinds of taps, namely, a dark straw color.

When it is required to harden master taps (commonly
called by workmen hobs), the same methods adopted with
other kinds of taps must be applied, with the exception that
these kinds of taps must be left, in a slight degree, harder
than the other kinds. The reason for this is, they are
mostly required for cutting steel, such as the threads of
screw dies, also for cutting the threads upon those kinds of
screw tools called chasers, etc. ? consequently the small and
middle-size master taps will not require to be reduced in
-temper lower than the yellowish white or light straw color.
It will be obvious from the manner in which master taps are
grooved, that there is greater liability of their breaking in
hardening, and less liability of their breaking when in use,
than the other kinds of taps of the same diameter; conse-